Hardening and Tempering Steel          11 7

When it is required to harden a large quantity of those
kinds of screw tools called chasers, they may be placed (sev-
eral at once, or as many as may be convenient) in the midst
of the ignited fuel of an open lire, or they may be placed in
the midst of the ignited fuel of a very small hollow fire.
The screw end or cutting part of the chasers requires to be
heated to a cherry-red heat. The blast, of course, must be
sparingly used. When they arrive at the proper heat, they
must be drawn out of the fire; but, should there be some in
advance of the others, these must be the first to be drawn
out, after which the heated end will require to be coated
with the prussiate of potash. They must then be returned
to the fire for a few minutes, or until they acquire a cherry-
red heat, after which they must be immersed in the water
and entirely quenched. In order to keep up a continuance
of the process, as they are withdrawn their places in the fire
must be filled up with others. After the whole of them have
been immersed and become cool, they will require to be
brightened and tempered. They may be brightened upon a
grinding stone or an emery wheel, or by rubbing the top
surface with a piece of grinding stone, or by an emery stick,
or a piece of emery cloth, After the chasers are brightened
they may be placed, several at once, upon a piece of flat bar
iron heated to redness. The screw end of the chasers must
be allowed to project some distance (about ij^ inches) over
the heated iron, otherwise the heat will be too suddenly
applied to the cutting parts of the chasers. As soon as a
yellowish white or light straw color appears upon the cutting
parts of the chasers, they must be removed from the heat
and cooled in water or oil, otherwise the back part of the
chasers which was in contact with the heated iron will con-